Specification which includes the previous amendments. All the 
pages have been numbered correctly. Original Page 8 was revised 
to state that FIG. 1 shows pressure source 34, and that FIG. 2 
shows vacuum source "34a. " This is to be consistent with amended 
FIG. 2 to show "34a". No new matter has been introduced into the 
Substitute Specification. 

The amendments to the claims are as follows. Claim 1 
has been amended to delete the "whereby" clauses and phases which 
were objected to by the Patent Examiner. Claim 1 was also 
revised in order to delete the reference numerals "( 22,26; 
40a). " Claim 1 was also revised to conform to the suggestion of 
the Patent Examiner to move the description of the hole- 
structure-creating unit down to step 3. 

Claim 3 was amended to delete the terminology " and 
especially 50%." This claim language was then added back by 
presenting new claim 25. 

Claims 5 and 6 were objected to as being improper dependent 
claims. In response thereto, claim 5 has been rewritten as an 
independent claim, which overcomes this objection. 

Claims 8 and 9 have been amended in order to delete the 
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w reference numeral "(34)." Claims 11,12 and 13 have been amended 
in order to delete the reference numeral u (22)." Claim 17 has 
been amended in order to delete the reference numeral "(26)." 

Claims 19 to 24 have been revised so as to recite "a 
procedure" rather than reciting vv a fleece." However each of 
claims 19 to 24 depend from claim 1, or depend from claim 19 
which depends from claim 1. 

Regarding claim 2 it is disclosed in the originally filed 
Specification on page 5, second paragraph for example, that an 
additional stiffening is achievable for example by applying heat 
and/or pressure. 

Thus claim 2 was amended to recite that an additional 
stiffening step is performed. Regarding claim 4, the same 
disclosure on page 5 of the Specification that related to claim 2 
applies to claim 4. Thus claim 4 was amended to recite an 
additional fixing step. 

For all the reasons set forth above, the drawings, the 
Specification, and all the claims, are now believed to be in 
complete compliance with the requirements of 35 U.S.C. 112. 
Withdrawal of this ground of rejection is respectfully requested. 
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Reconsideration and withdrawal are respectfully requested, 
for the rejection of claims 19 to 24 under 35 U.S.C. 102 as 
anticipated by, or in the alternative, under 35 U.S.C. 103 as 
obvious over Srinivasan U.S. Patent No. 5, 830,555. 

On Page 2 of this Office Action, it is stated that the 
process claims 1 to 6, 8, 9 and 11 to 17 are patentable over the 
prior art of record. 

Because claims 19 to 24 were previously directed to the 
product, but now have been amended to now depend from the method 
claims depending on claim 1, claims 19 to 24, and new claim 25 
are believed to be allowable. Withdrawal of these grounds of 
rejection under 35 U.S.C. 102 and 35 U.S.C. 103 is respectfully 
requested. 

Applicant would like to draw attention to DE 2 015 243, 
which was published on October 8, 1970. An English language 
equivalent of this German publication is GB 1 287 063. Both 
documents are attached. This patent family discloses to 
perforate a nonwoven fabric by use of a needle-like device in 
addition with a current of gas being blown in the opposite 
direction of the penetrating needle-like device. The perforated 
nonwoven fabric is impregnated afterwards to stiffen this 
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material. Therefore, this prior art teaches the perforating of a 
nonwoven fabric without any suggestion of using a calendar roller 
arrangement for bonding. Also there is no disclosure that the 
fibers randomly placed in a perforated belt will form a fibrous 
web which becomes perforated before being bonded. All of this 
indicates that this prior art reference does not teach the 
claimed invention. Enclosed is PTO Form 1449 listing both DE 
2,015,243 and GB 1, 287,063. 

A check for the U.S.P.T.O. surcharge fee of $180.00 is 
enclosed to pay for the filing and the consideration of the prior 
art reference at this stage of the prosecution. The Commissioner 
of Patents and Trademarks is hereby authorized to charge any 
additional required fee, or the credit any overpayment, to 
Deposit Account No. 03-2468. 
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In summary claims 1 to 6, 8, 9, 11 to 17 and 19 to 24 are 
pending and are now believed to be allowable. A prompt 
notification of allowability is respectfully requested. 

Respectfully submitted, 

STEFAN ETZOLD 



Allison C. Coll/ard, Reg No. 22,532 
Edward R. Freedman, Reg . No . 26,048 
Attorneys for Applicants 


COLLARD & ROE, P.C. 
1077 Northern Boulevard 
Roslyn, New York 11576 
(516) 365-9802 
ERF: dm 


Enclosures: (1) Marked-Up Version of Amended Claims 

and Drawings 

(2) Copy Petition One Month Extension of 
Time 

(3) Substitute Specification and Marked-Up 
Copy 

(4) Copy of DE 2, 015, 243 

(5) Copy of GB 1, 287, 063 

(6) PTO Form 1449 and check for $180.00 


I hereby certify that this correspondence is being deposited with the United 
States Postal Service as first class mail in an envelope addressed to: 
COMMISSIONER FOR PATENTS , P.O.BOX 1450 ALEXANDRIA, VA 22313-1450 on May 1,2003 

Maria Gu 
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OCEDURE*TOR CREATING A FLEECE MADE OF FIBERS 


CROSS REFERENCE TO RELATED APPLICATIONS 1\ 

Applicants claim priority under 35 U.S.C. §119 of ^ 
German Application No. 198 27 567.6 filed June 20, 1998. 
Applicants also claim priority under 35 U.S.C. §120. of 
PCT/DE99/01793 filed June 'l8, 1999. The international 
application under PCT article 21(2) was not published in 
English. 
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The invention concerns a procedure to make a fleece 
consisting of fibers with numerous hole structures 
extending over the entire cross -section, and a fleece 
manufactured according to this procedure. 

One-layer or multilayer fleeces with hole structures 
extending over the entire cross-section are e.g. used for 
coverstock materials for articles of hygiene such as 
sanitary napkins and diapers, or for other textile or 
technical uses. The hole structures serve to quickly drain 
bodily fluids, tissue components and feces into the liquid- 
absorbing material of diapers, sanitary napkins, etc. 
Depending on the application, the fleeces can be single- 
layer or multilayer, whereby multilayer fleeces can be 
bonded with other sheet media such as films. 


1 


ere are several prior-art procedures to introduce hole 
structures into a one -layer or multilayer fleece, whereby 
the common element of the prior- art procedures is that the 
hole structures are created in the finished fleece after 
bonding and especially thermobonding . 

For example, a prior-art procedure in EP 0 687 757 A2 
introduces hole structures into the bonded fleece by 
passing the fleece between heated stamps that are pressed 
together to melt holes in the bonded fleece. A similar 
prior- art procedure, a hot -needle punching procedure, is in 
US 5 709 829. 

The advantage of this procedure is that the bond of the 
fleece structure is held due to the melted edges that arise 
around the holes. A disadvantage is that the softness is 
negatively influenced by the relatively hard melted edges. 
A. fleece obtained in this manner feels relatively hard and 
can be unpleasant to users . 

In DE 34 16 004 Al, there is a prior-art process in which 
an unbonded fleece of thermoplastic fibers is fed to a 
calender roller arrangement, and the thermoplastic material 
is melted and displaced by pressure in the area of the 
holes by the calender roller arrangement. This produces a 
liquid bump at the edge of the holes to form a bonded grid 


PROCEDURE FOR CREATING A "FLEECE MADE OF FIBERS 


The 


invention concerns a procedure to make 


fleece 


consisting ovf fibers with numerous hole structures 
extending over\ the entire cross-section, and a fleece 
manufactured according to this procedure. 

One-layer or muJMiilayer fleeces with hole structures 
extending over the\entire cross-section are e.g. used, for 
coverstock material^ for articles of hygiene such as 
sanitary napkins ancK diapers, or for other textile or 
technical uses. The ho\e structures serve to quickly drain 
bodily fluids, tissue components and feces into the liquid- 
absorbing material of (diapers, sanitary napkins, etc. 
Depending on the application, the fleeces can be single- 
layer or multilayer, whereby multilayer fleeces can be 
bonded with other sheet mediaNsuch as films. 


There are several prior-art procedures to introduce hole 
structures into a one-layer or multilayer fleece, whereby 
the common element of the prior-art\procedures is that the 
hole structures are created in the Vinished fleece after 
bonding and especially thermobonding . 



For example, a prior-art procedure in ^EP 0 687 757 A2 
introduces hole structures into the bonded fleece by 
passing the fleece between heated stamps that are pressed 
together to melt holes in the bonded fleece. A similar 
prior-art procedure, a hot-needle punching procedure, is in 
US 5 709 829. 



The advantage of this procedure is that the borfd of the 
fleece structure is held due to the melted edges that arise 
around the holes. A disadvantage is that the softness is 
negatively influenced by the relatively hard melted edges. 
A fleece obtained in this manner feels relatively hard a^nd 
can be' unpleasant to users. 
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In another prior-art procedure, the hole structures are 
created by (cold) stamping/cutting the fibers out of the 
bonded fleece. Such procedures have the advantage that hard 
stamped or melted edges do not arise, and materials 
obtained in this manner are soft. A disadvantage is that 
this procedure can only be done when the fleece is conveyed 
at a slow speed. In addition, the fibers are shortened 
along the holes which decreases the strength of the fleece. 

A disadvantage of the cited procedures is that material is 
unnecessarily destroyed or wasted by hot and cold stamping 
or burning. 

In another prior-art procedure in EP 0 214 608 A2, the 
fleece is manufactured and the hole structures are created 
by two rollers between which the fleece is guided. One 
roller has numerous heated needles, and the other roller 
has corresponding holes to receive the needles of the first 
roller. The needles purportedly displace the fibers while 
forming the hole structures and simultaneously form 
recesses around the hole structures, and they seal the 
edges of the hold structures by melting the fibers. In this 
procedure, the fibers are not shortened or destroyed, 
however hard melted edges arise that negatively influence 
the softness. In addition, it is involved and expensive to 
introduce hole structures after the fleece is thermobonded . 

The problem of the invention is therefore to create a 
procedure that enables professionals to manufacture a 
fleece with hole structures that, feels soft, the bond of 
the fibers is not weakened by introducing hole structures, 
the procedure can be done without waste, and it ■ is simple 
and economical. 

This problem is solved with a procedure of the initially- 
cited type that has the features of patent claim 1. 
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According to the invention, the fibers are randomly 
deposited on a screen belt to form a fibrous web in a first 
step of a procedure to create a fleece made of fibers with 
numerous hole structures extending over the entire cross- 
section of the fleece. In a second step, the fibrous web is 
transported to a hole-structure-creating machine; in a 
third step, the hole structures are created by mechanically 
displacing the fibers. The displacement of the fibers does 
not influence their mechanical and chemical structure. In a 
fourth step, the fibrous web with the hole structures is 
bonded in a bonding unit to form a fleece. 

The invention is therefore based on the" surprising 
knowledge that, to generate hole structures, it is 
sufficient to displace the fibers that cover the area of 
the holes to be formed and compress the fibers in this area 
and/or the neighboring area without having to destroy or 
impair the fibrous web in the area of the holes to be 
formed and/or its general appearance. In brief, the fibers 
of the fibrous web are reoriented in the area of the hole 
structures or diverted from their prior course in the 
procedure according to the invention before manufacturing 
the fleece by bonding and possibly thermobonding without 
requiring a heat treatment or simultaneous compression. 

Suitable fibers or filaments for creating a fleece by the 
procedure according to the invention are any fibers or 
filaments suitable to form fleeces according to the various 
procedures, especially staple fibers, endless filaments, 
and bicomponent .fibers and filaments. In particular, staple 
fibers are highly suitable. 

It is particularly advantageous that no unnecessary waste 
or lost material arises, that the fibers are not shortened 
or destroyed in the area of the hole structures, and that 
the softness of the finished fleece is very good, and that 
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no additional hardening at the edge of the hole structures 
impairs the softness of the finished fleece. 

Such a solution has not been pursed to date since in 
particular in a prior-art process in EP 0 214 608 A2 it is 
assumed that the fibers would tend to return to their 
original position after being displaced due to the return 
effect which would eliminate the created hole structures. 
It was surprisingly shown that this return effect, is 
irrelevant in the procedure according to the invention. 

Before the third step, the fibrous web can be bonded to one 
or more fleeces and/or with another sheet medium such as a 
film. 


In addition, the danger of the fibers springing back can be 
advantageously countered by feeding the fibrous web 
directly to the bonding unit _after creating the hole 
structure. In such a bonding unit, e.g. a calender roller 
arrangement, the fibrous web is compressed to create the 
finished fleece and, in an advantageous embodiment of the' 
invention, it is simultaneously thermobonded . A very .short 
path is desirable so that the hole structure is not lost 
while the fleece is being transported from the hole- 
structure-creating unit ^ to the bonding unit. 

In another advantageous embodiment of the invention, the 
fibrous web is prebonded before the third step so that the 
tensile strength of the prebonded fibrous web is 0.1 to 
75 % and especially 50 % of the tensile strength of the 
bonded fleece. 

The unbonded fibrous web is more-or-less held by a few 
widely-spaced bonding points or by applying pressure and/or 
heat. This provides a certain amount of mechanical 
stability to the fibrous web so that it can be transported 


Taster to the. hole-structure-creating unit. The faster 
speed enables faster manufacturing. 

In an advantageous embodiment of the procedure, the fibers 
surrounding the hole structures are fixed before feeding 
the fibrous web to the bonding unit. This serves to prevent 
the hole structures from stretching while transporting the 
fibrous web with the hole structures. Fixing the fibers, 
i.e., slightly adhering the fibers around the hole 
structure can be done with suitable means such as by 
applying heat and/or pressure to the fibrous web, e.g. by 
smooth rollers. 

In addition, the fourth step can be carried out with the 
hole-structure-creating unit directly after the third step. 
In this case, the hole structure-creating unit is 
simultaneously used for bonding. 

In a practical embodiment of the invention, the hole- 
structure-creating unit has two elements with facing 
surfaces between which the fibrous web is guided, whereby 
the surface of a first element has numerous barbs facing 
the fibrous web, and whereby the surface of a second 
element has openings in which the barbs of the first 
surface can at least partially enter, whereby the fibers of 
the fibrous web below the barbs are displaced without being 
destroyed when the barbs sink into the openings and the 
hole structures are formed. 

In an advantageous embodiment of the invention, the 
openings of the second surface communicate with a source 
for a vacuum or. pressure such as a blower so that fibers of 
the fibrous web in the area of the openings are sucked into 
or blown out of the openings. By sucking < the fibers into 
the openings of the second surface, such a blower can 
support the nondestructive displacement of the fibers to 
form the hole structures, and the blower can blow the 
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fibrous web with the hole structures away from the second 
surface to gently prevent potential adhesion of the fibrous 
web to the second surface after creating the hole 
structures . 

The channels and openings of the vacuum source can be 
shaped and dimensioned so that the fibers to be deformed or 
reoriented that are sucked into the openings and channels 
of the vacuum source are not caught. 

In another advantageous embodiment of the invention, the 
first element is a roller. In practical embodiments of the 
invention, the roller has a diameter of 100 - 500 mm. Such 
a roller can be advantageous when a relatively fast 
production speed is to be attained. 


In an alternate embodiment of the invention, the first 
element is a raising and lowering plate. Such a plate that 
can create discontinuous hole structures can be 
advantageous when the fibers are to be slowly and carefully 
displaced . 

In practical embodiments of the invention, the barbs of the 
first element are conical or have an involuted shape or an 
ogival cross-section, .whereby the barbs can have a 
practical height of 0.5 - 5 mm. Various shapes, sizes and 
heights of the barbs are used depending on the requirements 
of the fleece to be created that can be single-layer or 
multilayer fleece, e.g. a SMS fleece or a combination of 
fleece and other sheet media. 


In another practical embodiment of the invention, the 
second element is a perforated belt. The fibrous web to be 
treated can be placed on such a perforated belt and 
transported to the first element where the barbs of the 
first element penetrate . through the fibrous web into the 
holes of the perforated belt. Alternately, the second 
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element can be calender roller. A calender roller would 
also be used as the second element. 

In another practical embodiment of the invention, a fleece 
created by the procedure according to the invention has 
hole structures with a diameter of 0 . 5 - 5 mm, the bonding 
surface is 3 - 40 % of the fleece surface, and the number 
of bonding points is 20 - 120 per square centimeter. Such a 
number of bonding points and a corresponding diameter of 
hole structures ensures a sufficient number of bonding 
points at the edge of the hole structures, and this fixes 
the hole structure so that the displaced filaments around 
the hole structures after hardening and thermobonding no 
longer return to their original position. 

Other advantages and embodiments of the invention will be 
portrayed with reference to exemplary embodiments in the 
following description, the drawing, and in the patent 
claims. Shown in the drawing are: 

Fig. 1 A schematic portrayal of a system for the procedure 
according to the invention, 

Fig. 2 A detailed view of a hole-structure-creating unit of 
the system from Fig. 1, 

Fig. 3 A top view of a hole structure of a fleece created 
by the procedure according to the invention, and 

Fig. 4 An alternative embodiment of a system for the 
procedure according to the invention viewed from the 
side. 

Fig. 1 shows a first embodiment of a system 10 for the 
procedure according to the invention. With a suitable and 
schematically portrayed device 12, a fibrous web 18 of 
fibers 14 is created and placed on a screen belt 16. As 
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indicated with the arrow A, a fibrous web 18 consisting of 
fibers 14 is transported to a hole-structure-creating unit 
20. This hole-structure-creating unit 20 consists of a 
roller 22 whose outer surface 24 that forms the first 
surface 24 of the hole-structure creating unit 20 is above 
a perforated belt 26 with a surface 28 that faces the 
roller 22. This surface 28 forms the second surface 28 of 
the hole-structure creating unit 20. 

The surface 2 4 of the roller 22 is provided with numerous 
barbs 30 that can at least partially enter the holes 32 in 
the perforated belt 26. As indicated by arrow B, the roller 
22 rotates counterclockwise. Corresponding to the speed at 
which the perforated belt 26 is conveyed, the barbs 30 (of 
which only three are illustrated in Fig. 1 for the sake of 
simplification) continually penetrate the holes 32 and 
displace the filaments 14 of the fibrous web 18 at this 
site .■ 

Under the perforated belt 2 6 is a vacuum/pressure source 

that will be discussed further below, f/6. \ s\ou/< pr^SSUCS. 


After the fibrous web 18 has passed through both surfaces 
24, 28, the fibrous web 18 that now has hole structures 36 
reaches a bonding unit 38. This bonding unit 38 consists of 
two calender rollers 40, 42 in the arrangement 10 in Fig. 
1. The fibrous web 18 undergoes thermal bonding from the 
calender rollers 40, 42 so that the finished fleece 44 
leaves the calender rollers 40, 42. 

Fig. 2 shows details of the hole-structure-creating unit 20 
on a much larger scale than Fja 1. As indicated by arrow 
C, the vacuum^^source ^generates a vacuum which 
sucks- the filaments 14 of the fibrous web 18 over the hole 
32 of the perforated belt 26 are sucked into the hole 32. 
This creates a sort of trough through which the barbs 30 of 
the roller 32 can more easily penetrate through the fibrous 
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web 18 into the holes 32 so that the filaments 14 of the 
fibrous web 18 are not destroyed but rather only displaced 
or reoriented in the area of the hole 32 to be formed. 

To make it easier to remove the fibrous web 18 from the 
perforated belt 26 after the hole structure 36 is 
generated, it is possible to create pressure to lift the 
filaments that hang in a hole 32 of the perforated belt 26 
so that the filaments 14 cannot contact the edge 46 of -the 
hole 32 when the fibrous web 18 is lifted from the 
perforated belt 28. 

Fig. 3 shows a detailed example of a hole structure 36 in a 
fleece 44 created by the procedure according to the 
invention. As can be seen, the fleece 44 has numerous 
bonding sites 48 created by the calender rollers 40, 42 
that are evenly distributed over the entire surface of the 
fleece 44. By correspondingly adjusting the size, number 
and distribution of the bonding points, it is possible to 
provide the hole structure 36 with a sufficient number of 
bonding points at the edge 50 as well so that the bonding 
points 48 stabilize the hole structure 36. 

Fig. 4 shows a partial area of a second embodiment of a 
system 10a for the procedure according to the invention. 
Here as well, the hole-structure-creating unit 20a has a 
roller 22 corresponding to the roller 22 in Fig. 1. The 
second surface 28a is the outer surface of the calender 
roller 40a. Correspondingly, the surface 28a of the 
calender roller 40a is provided with holes 32a that can be 
penetrated by barbs 30 of the roller 22. These holes 32a 
are also connected to a vacuum source (not shown) . 

The arrangement 10a shown in Fig. 4 makes ; it possible to 
dispense with the perforated belt 26 and shorten the 
transport path from the hole-structure-creating unit 20a to 
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the bonding unit 38a in contrast to the arrangement 10 in 
Fig. 1. 


MARKED-UP VERSION 
OF AMENDED 
CLAIMS AND DRAWINGS 
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1. (Twice Amended) A procedure to create a fleece (44) made 
of fibers (14) with numerous hole structures (36) extending over 
the entire cross-section of the fleece (44), comprising: 

- in a first step, the fibers (14) are randomly placed on a 
perforated belt (16) to form a fibrous web (18), 

- in a second step, the fibrous web (18) is transported to a 
hole-structure-creating unit (20; 20a) , 

-in a third step / [-] the hole-structure-creating unit (20; 
20a) is a calendar having two rollers [(22,26; 40A)]with facing 
surfaces (24, 28; 28a) between which the fibrous web (18) is 
guided, [whereby] and the surface (24) of a first roller has 
numerous barbs (30) facing the fibrous web ( 1 8J_ and [whereby] the 
surface (28; 28a) of a second roller (26; 40a) has openings (32, 
32a) in which the barbs (3) of the first surface (24) can at 
least partially enter, [whereby] such that the fibers 
(14) of the fibrous web (18) below the barbs (30) are displaced 
without being destroyed when the barbs (30) sink into the 
openings (32; 32a) and the hole structures (36) are formed 
without a heat treatment or simultaneous compression, and 
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[- in a third step], the hole structures (36) are created by 

mechanically displacing the fibers (14), [whereby] and the 

displacement of the fibers (14) does not influence their 
mechanical and chemical structure, and 

-in a fourth step, directly after creating the hole 
structure, the fibrous web (18) with the hole structures (36), is 
bonded in a calendar roller arrangement (38; 38z) to form a 
fleece (44) . 

2. (Twice Amended) A procedure according to claim 1, 
wherein the fibrous web is additionally transformed by stiffening 
and thermobonding to form a fleece (44). 

3. (Twice Amended) A procedure according to claim 2, 
wherein before the third step, the fibrous web (18) is prebonded 
so that the tensile strength of the prebonded fibrous web (18) is 
0.1 to 75% t and especially 50%] of the tensile strength of the 
bonded fleece (4). 

4. (Three Times Amended) A procedure according to claim 1, 
wherein the fibers (14) surrounding the hole structures (36) are 
additionally fixed before feeding the fibrous web (18) to the 
bonding unit (38; 38a). 
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5. (Three Times Amended) A procedure to create a fleece 
(44) made of fibers (14) with numerous hole structures (36) 
extending over the entire cross-section of the fleece (44)/ 
comprising : 

- in a first step, the fibers (14) are randomly placed on a 
perforated belt (16) to form a fibrous web (18), 

- in a second step, the fibrous web (18) is transported to a 
hole-structure-creating unit (20; 20a) , 

-in a third step, the hole-structure-creating unit (20; 20a) 
is a calendar having two rollers with facing surfaces (24, 28; 
28a) between which the fibrous web (18) is guided, and the 
surface (24) of a first roller has numerous barbs (30) facing the 
fibrous web (18) and the surface (28; 28a) of a second roller 
(26; 40a) has openings (32, 32a) in which the barbs (3) of the 
first surface (24) can at least partially enter, such that the 
fibers (14) of the fibrous web (18) below the barbs (30) are 
displaced without being destroyed when the barbs (30) sink into 
the openings (32; 32a) and the hole structures (36) are formed 
without a heat treatment or simultaneous compression, and 

the hole structures (36) are created by mechanically 
displacing the fibers (14), and the displacement of the fibers 
(14) does not influence their mechanical and chemical structure , 
and 
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-in a fourth step/ directly after creating the hole 
structure, the fibrous web (18) with the hole structures (36), is 
bonded in a calendar roller arrangement (38; 38a) to form a 
fleece (44) ; and 

[ A procedure according to claim 1, ] 

wherein the fibrous web (18) is fed directly to the bonding 
unit (38; 38a) after the hole structure (36) is created. 

8. (Twice Amended) A procedure according to claim 1, 
wherein the openings (32; 32a) of the second surface (28; 28a) 
communicate with a vacuum source [(34)] so that fibers (14) of 
the fibrous web (18) in the area of the openings (32; 32a) are 
sucked into the openings (32; 32a) . 

9. (Twice Amended) A procedure according to claim 1, 
wherein the openings (32; 32a) of the second surface (28; 28a) 
communicate with a pressure source [(34)] so that fibers (14) of 
the fibrous web (18) in the area of the openings (32; 32a) are 
blown out of the openings (32; 32a). 

11. (Twice Amended) A procedure according to claim 1, 
wherein the roller [(22)] has a diameter of 100-500 mm. 

12. (Three Times Amended) A procedure according to claim 1, 
wherein the first element [(22)] is a lowering and raising plate. 
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13. (Three Times Amended) A procedure according to claim 
1, wherein the barbs (30) of the first element [(22)] are 
conical . 

17. (Three Times Amended) A procedure according to claim 
1, wherein a [the] second element [ (26) ] is a perforated belt 
[ (26) ] . 

19. (Three Times Amended) A [fleece (44) created] 
procedure according to [a] [procedure in] claim 1, wherein the 
hole structures (36) have a diameter of 0.5-5 mm. 

20. (Twice Amended) A [fleece] procedure according to claim 
19, wherein the bonding surface is 3-40% of the fleece surface. 

21. (Three Times Amended) A [fleece] procedure according to 
claim 19, wherein the number of bonding points (48) is 20 -120 
per square. 

22. (Three Times Amended) A [fleece] procedure according 
to claim 19, wherein the shape of the hole structures (36) is 
noncircular . 

23. (Three Times Amended) A [fleece] procedure according 
to claim 19, wherein the distance between individual hole 
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structures (36) is irregular* 


24. (Three Times Amended) A [fleece (44) manufactured] 
procedure according to claim 1, wherein the fibrous web (18) i 
bonded to at least one other sheet medium before creating the 
hole structures (36) . 
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